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(57) ABSTRACT 

In a method for the production of mailing bags, including 
envelopes, from material in Web form, the material is 
processed in numerous Ways and at least tWo separately 
prepared parts are transported to a joining station and there 
joined to one another With an adhesive. The tWo parts, at 

least one of Which is already provided With the necessary 
adhesive, are placed one upon the other during an arcuate 

movement and joined to one another, in order to increase the 
speed of production. Particularly, at least one of the tWo 
parts (6, 7) and/or its carrier, performs an undulating move 
ment in the region of the joining station 

24 Claims, 3 Drawing Sheets 
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METHOD AND APPARATUS FOR THE 
PRODUCTION OF MAILING BAGS 

INCLUDING ENVELOPES 

FIELD OF THE INVENTION 

The invention relates to a method and an apparatus for the 
production of mailing bags, including envelopes, from mate 
rial in Web form Which is processed in numerous Ways With 
the aid of a plurality of method steps and, accordingly, in a 
plurality of Workstations. 

BACKGROUND INFORMATION 

For the above purpose, the material in Web form is 
trimmed at its edges and cut through, provided With 
adhesive, folded and bonded. In special cases, a second, ?at 
part such as, for example, a cut-to-siZe WindoW piece, a 
sticker, an adhesive-masking strip or another, additional part 
forming the mailing bag or the envelope blank is addition 
ally ?xed With the aid of adhesive directly to the material in 
Web form or to a cut-to-siZe piece or blank. The technical 
effort involved thereWith is great and, in particular, causes a 
problem When the aim is signi?cantly to increase the number 
of mailing bags or envelopes to be produced per unit of time. 

SUMMARY OF THE INVENTION 

It is therefore an object of the invention to indicate 
method steps and the associated apparatus Whereby it is 
possible to increase the number of units per unit of time in 
the production of mailing bags, including envelopes, Which 
consist not merely of one part but of at least tWo, initially 
separate parts. 

In order to achieve the stated object, the invention pro 
vides a method of producing mailing bags from tWo parts 
that are joined to each other With an adhesive in a joining 
station, Wherein at least one of the parts is provided With the 
adhesive, and then the tWo parts are placed in contact With 
one another during an arcuate movement thereof. Especially 
according to the invention, at least one of the tWo parts 
and/or its carrier performs an undulating movement in the 
region of the junction station. The actual contact and junc 
tion station is only minimally larger than a linear contact 
surface. Its curvature and position are predetermined by the 
curvature of the suction roller serving as an applicator roller. 
Immediately adjoining the actual contact station, the curva 
ture of at least one of the tWo parts and/or its carrier is 
directed counter to the curvature of the applicator roller and 
then makes an immediate transition into a preferably com 
mon plane. The respective arcuate pieces are extremely 
short. 

The guidance and handling of the tWo parts during 
superposition and bonding is, in the stated manner, simpler 
than previously, in particular because virtually no belt ten 
sions caused by the curvature arise and also because, as a 
rule, only one of the tWo parts to be joined to one another has 
to be bent to conform to the curvature of the applicator roller. 
At least one of the tWo parts therefore runs in a virtually 
linear manner through the contact and junction station and is 
nevertheless guided With minimum undulation. The conse 
quence of this is that larger numbers of units than previously 
can be achieved per unit of time. 

For the performance of the method according to the 
invention, provision is further made for at least one of the 
tWo parts and/or its carrier, at the junction station, initially 
to move convexly into a trough and then concavely through 
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2 
the trough and ?nally convexly again out of the trough. The 
respective arcuate pieces are extremely short and therefore 
cause not a pronounced but only a minimal curvature. In 
order to achieve this, the trough according to the invention 
is only shalloW and may possess a maximum depth of, for 
example, 1.5 mm to 2 mm. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention is described in more detail beloW With 
reference to an example of embodiment Which is shoWn in 
the draWing, in Which: 

FIG. 1 shoWs a basic diagram of an apparatus for the 
production of mailing bags including envelopes; 

FIG. 2 shoWs, in section, a detail of FIG. 1 on a larger 
scale and in the position of rest Without parts to be con 
nected; 

FIG. 3 shoWs a section as in FIG. 2 of a further enlarged 
scale in an operating state With parts to be connected, and 

FIG. 4 shoWs a plan vieW of the suction box on a different 
scale. 

DETAILED DESCRIPTION OF THE 
INVENTION 

An apparatus 1 for the production of mailing bags includ 
ing envelopes from material 2 and 3 in Web form comprises 
a plurality of structural groups 4, in Which the material 2, 3 
is processed in numerous Ways. To this end, it is cut to siZe, 
provided With provisional breaking points, folded, provided 
With glue and assembled to form the ?nished product. In the 
production of various mailing bags, and also of various 
envelopes, it is necessary, at one or more junction stations 5, 
to ?x tWo separately prepared parts 6, 7 to one another or 
join them to one another With the aid of adhesive. The tWo 
parts 6, 7 may, for example, be a cut-to-siZe WindoW piece 
in one case and a cut-to-siZe envelope piece in the other 
and/or different, previously separated parts or material that 
is still in Web form and has not yet been cut into individual 
parts. The essential thing is that a part already provided With 
adhesive and a further part are brought together at the 
junction station 5 of the apparatus 1 and are then joined to 
one another in the contact region under adequate contact 
pressure. 
At the junction station 5, a suction device 8 is located as 

a carrier for one part 6. According to an example 
embodiment, the suction device 8 is a suction roller 8‘ 
serving as an applicator roller. 
A conveyor device 9 having at least one belt serves in the 

region of the junction,station 5 as a carrier for the other part 
7. It conveys the part 7 to the junction station 5, through the 
latter and then aWay from it. According to an example 
embodiment, the conveyor device 9 is a conveyor device 
operating under vacuum and having at least one suction belt. 
The suction belt conveyor device 9 comprises a suction 

box and additionally has conveyor belts 11 arranged at a 
distance apart, together With de?ection rollers 12 and a 
device 13 for tensioning the conveyor belts 11. 

HoWever, the suction belt conveyor device 9 serves not 
only as a carrier for one part 7 but also as a countertool for 
the suction roller 8‘. The suction roller 8‘ for its part conveys 
the other part 6 to the junction station 5 and retains and 
guides it there. It simultaneously has the function of a 
bonding cylinder. 

The suction box 10 has, in its top 14 facing the conveyor 
belts 11, suction apertures or slits 15‘ and 15“ arranged 
parallel to one another and knoWn in principle (FIG. 4). 
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Furthermore, a recess or cut-out or trough 16 is located in the 
top 14 or in the cover plate 15 forming this top. In the state 
of rest or Without the parts 6 and 7, the conveyor belts 11 lie 
directly on the cover plate 15. They are prestressed under a 
constant force, extend in a linear manner over the cover plate 
15 and tangentially touch the circumference 17 of the 
suction roller 8‘. In this operating state (state of rest Without 
parts 6 and 7) the conveyor belts 11 do not dip into the 
trough 16, so that their teeth 18 are located at a signi?cant 
distance above the trough bottom 19 (FIG. 2). If, hoWever, 
according to FIG. 3, the suction roller 8‘ conveys a part 6 and 
similarly the conveyor belts 11 convey a part 7 into the 
trough region or through the junction station 5, the conveyor 
belts 11 are pressed into the trough 16 to an extent corre 
sponding to the material thickness of the tWo parts 6 and 7 
(FIG. 3) In his situation also, the teeth 18 of the conveyor 
belts 11 do not touch the trough bottom 19. 

During joining, the parts 6 conveyed along the contour or 
along the circumference 17 of the suction roller 8‘ encounter, 
at an acute angle, the parts 7 Which for their part, because of 
their material thickness, are likeWise moving at an acute 
angle to the circumference 17 of the suction roller 8‘. The 
parts 7 do not tangentially encounter the parts 6 at the start 
of the junction station 5. As a result they are initially diverted 
convexly toWards the trough and then move concavely 
relative to the trough 16. During the direct contact betWeen 
the tWo parts 6, 7, they brie?y move along an arcuate stretch 
corresponding to the contour of the suction roller 8‘. Fun 
damentally the same thing applies to the movement of the 
conveyor belts 11. 

During the bringing-together and joining of the tWo parts 
6, 7, the conveyor belts 11, not directly supported on the 
contact station, simultaneously serve as a contact-pressure 
tool or a counter-tool for the suction roller 8‘. Along a short 
arcuate piece and for a brief period the conveyor belts 11 
together With the tWo parts 6 and 7 curve around the suction 
roller 8‘. At this time, the conveyor belts 11 initially move 
convexly to the trough 16 and then concavely along the 
trough 16 and ?nally convexly again to the trough 16. The 
conveyor belts 11 dip someWhat arcuately and concavely 
into the trough 16. As a result of the belt tension, the parts 
6 and 7 are at the same time pressed against one another 
under constant force. 

The trough 16 is shalloW. It has the cross-sectional shape 
of a segment of a circle or approximately the segment of a 
circle (FIG. 2). The contour of the trough 16 is expediently 
curved parallel to the circumference 17 of the suction roller 
8‘. The maximum depth of the trough 16 opposite the top 14 
of the suction box 11 carrying the conveyor belts 11 is 
approximately 1.5 to 2 mm. An essential point is that the 
conveyor belts 11 also do not contact the trough bottom 19 
in the operating state according to FIG. 3. 

Finally, it is expedient if the length A of the trough 16 in 
the direction of movement of the conveyor belts 11 is 
signi?cantly shorter than the measurement for the diameter 
of the suction roller 8‘. 

The invention is not restricted to a particular case of 
application. The parts 6 and 7 may be individual parts or 
material in Web form. 

Instead of a plurality of conveyor belts 11 the suction belt 
conveyor device 9 may also have a single, broad suction belt 
With suction holes and, if appropriate, in each case one or 
more narroW, merely supporting belts in addition alongside 
the latter. 
What is claimed is: 
1. A method for producing mailing bags, including 

envelopes, from material in Web form, comprising process 
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4 
ing the material to prepare at least tWo separately prepared 
parts (6, 7), transporting the tWo parts to a joining station (5), 
and, in the joining station, joining the tWo parts to one 
another With an adhesive, by providing the adhesive on at 
least one of the tWo parts, and then contacting the tWo parts 
one upon another thereof While moving the tWo parts on a 
carrier in an arcuate movement, such that at least one of the 
tWo parts (6, 7) and/or the carrier performs an undulating 
movement in the area of the joining station 

2. The method according to claim 1, Wherein the moving 
of the tWo parts on the carrier further comprises at least one 
of the tWo parts (6, 7) and/or the carrier performing a linear 
movement before and/or after the joining station (5) counter 
to a curvature of a suction roller (8‘) and moving in a linear 
manner immediately therebefore or thereafter. 

3. The method according to claim 1, Wherein the moving 
of the tWo parts on the carrier further comprises at least one 
of the tWo parts (6, 7) and/or the carrier, at the joining station 
(5), initially moving convexly relative to a trough (16) and 
then concavely along the trough (16) and ?nally, again, 
convexly relative to the trough (16). 

4. The method according to claim 1, Wherein the contact 
ing of the tWo parts comprises pressing the tWo parts (6, 7) 
simultaneously against one another at the joining station 

5. The method according to claim 1, further comprising 
using prestressed conveyor belts (11) as the carrier for at 
least one of the tWo parts (6, 7) and as a contact pressure 
tool. 

6. The method according to claim 5, Wherein the conveyor 
belts are dipping conveyor belts, and Wherein the moving 
comprises moving the dipping conveyor belts (11) in the 
form of a concave arc. 

7. An apparatus for producing mailing bags, including 
envelopes, from material in Web form, comprising a plural 
ity of structural groups to process the material so as to 
prepare therefrom at least tWo separately prepared parts (6, 
7), to transport the tWo parts on a carrier to a junction station 
(5), to provide an adhesive on at least one of the tWo parts, 
and to join the tWo parts to one another With the adhesive at 
the junction station, Wherein, at the junction station (5), at 
least one of the tWo parts and/or the carrier is brie?y moved 
in an undulating manner. 

8. The apparatus according to claim 7, Wherein the 
junction station (5) is so adapted to press the tWo parts (6, 
7) one upon the other at the junction station 

9. The apparatus according to claim 7, Wherein, at the 
junction station (5), the carrier comprises a suction device 
(8) as a ?rst carrier for a ?rst one of the tWo parts (6) and a 
suction belt conveyor device (9) as a second carrier for a 
second one of the tWo parts 

10. The apparatus according to claim 9, Wherein the 
suction device (8) comprises a suction roller (8‘) as the ?rst 
carrier for the ?rst part (6), and Wherein the suction belt 
conveyor device (9) comprises conveyor belts (11) moving 
over at least one suction box (10) as the second carrier for 
the second part 

11. The apparatus according to claim 10, Wherein the 
suction belt conveyor device (9) is provided as the second 
carrier for the second part (7) and as a counter-tool for the 
suction roller (8‘). 

12. The apparatus according to claim 10, Wherein the 
suction box (10) has slits (15‘, 15“) in a cover plate (15) 
thereof supporting the conveyor belts (11). 

13. The apparatus according to claim 10, Wherein the 
conveyor belts (11) move along an arcuate path in the area 
of the suction roller (8‘), Which further serves as a bonding 
cylinder. 
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14. The apparatus according to claim 10, wherein the 
conveyor belts (11) are prestressed. 

15. The apparatus according to claim 10, further com 
prising a trough (16) provided at the junction station (5) in 
a top (14) of the suction box (10), Which top (14) guides and 
supports the conveyor belts (11). 

16. The apparatus according to claim 15, Wherein the 
trough (16) is allocated to the suction roller (8‘). 

17. The apparatus according to claim 15, Wherein the 
trough (16) is shalloW. 

18. The apparatus according to claim 15, Wherein the 
trough (16) has a cross-sectional shape of a segment of a 
circle. 

19. The apparatus according to claim 15, Wherein the 
trough (16) has a contour that is curved parallel to a 
circumference (17) of the suction roller (8‘). 

20. The apparatus according to claim 15, Wherein the 
trough (16) has a maximum depth of approximately 1.5 to 2 
mm opposite the top (14) of the suction box (10) carrying the 
conveyor belts (11). 
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21. The apparatus according to claim 15, Wherein the 

suction roller, the conveyor belts (11) and the trough (16) are 
so dimensioned that the conveyor belts (11), in a position of 
rest, lie tangentially on the suction roller (8‘) Without dipping 
into the trough (16). 

22. The apparatus according to claim 15, Wherein the 
conveyor belts (11) and the trough (16) are so dimensioned 
that the conveyor belts (11) do not touch a bottom (19) of the 
trough When the tWo parts (6, 7) lie one upon the other. 

23. The apparatus according to claim 15, Wherein the 
conveyor belts are dipping conveyor belts (11) that move 
?rst convexly, then concavely and then convexly again 
relative to the trough (16). 

24. The apparatus according to claim 15, Wherein a length 
A of the trough (16) in a direction of movement of the 
conveyor belts (11) is signi?cantly shorter than a diameter of 
the suction roller (8‘). 


